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1. B#J / Purpose

Akage RIS AERVERNE THR QL) AR 7R AR HE AR R 2 ()45
il AAEE BRI BOR, W IRV SRR BT SRR BORPM S GB/T 19453,
NB/T 47014 SERHRARAEER, SLHUA HE SRS HER T 2 S 2 1%

This inspection and test plan is established to regulate the layer control, heat treatment and
overall inspection requirements during the large diameter flange cladding operation of CLADDING
Technology (Shanxi) Co., Ltd., ensuring that the flange cladding layer quality complies with design

drawings, technical agreements and relevant standard requirements such as GB/T 19453, NB/T

47014, etc., and achieving quality control of additive manufacturing and precision cladding processes.

2. 5EBFAEE / Scope

ARTFRINE BT AR OR FIAR2% (DN300 J2 L 1) TIG HE/R . MIG HiJE B g 4
FEEIH , SR 2 HERAT S MR . HEAR R (A1 5 TR AR B R hf it B A A 6 i
o

This plan applies to large diameter flange (DN300 and above) TIG cladding, MIG cladding and
arc additive manufacturing projects undertaken by the company, covering the entire process from

base material preparation before flange cladding, interlayer control during cladding, post-weld heat

treatment to finished product overall inspection.

3. BR 3% / Responsibilities

G AR L T ZURE, B 8 HEXR SR (RN A% 11 2

e i, HIEREF T ZT R

il PATHESRAE Y, ERZANREE, FLaRI TAE
J5 B SIS AR UG 5 R ARG, A IR
B FORHEIR Bt . PEH L& IEW 21T
%N R L0, AR PR 5 & ]

Department/Position Responsibility Description

Develop welding procedure specifications,
Process Dept. determine interlayer temperature control parameters,

formulate heat treatment process plans



Production Dept.

Quality Dept.

Equipment Dept.

Technology Dept.

METHEA (LHE) FRAA
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Execute cladding operations, record interlayer

temperature, cooperate with inspection work

Implement process inspection and final inspection,

issue inspection reports

Ensure normal operation of cladding equipment and

heat treatment equipment

Review process documents, handle technical quality

issues

4. BB AR5 FEF / Management Content and Procedures

4.1 F 5+ EE % / Inspection Plan Overview
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Dimension cladding requirements Record
Non- Comply with
) Internal After
8 Destructive UT/MT/PT . acceptance ~ NDT Report
. defects cladding
Testing standard
Comply with
Post-Weld Temperature Heat
Temperature, After heat
9 Heat . measurement, . Treatment
holding time L cladding treatment
Treatment Timing Record
process
Hardness of .
. Comply with
Hardness cladding Hardness After heat . Hardness
10 technical
Test layer and tester treatment . Test Report
requirements
HAZ
Chemical Cladding Comply with Chemical
o Spectral After heat ) o
11 Composition layer . material Composition
. o analysis treatment
Analysis composition standard Report
Mechanical . Comply with  Mechanical
1 - Tensile, S After heat tandard -
rope es standar rope
perty bending treatment . perty
Test requirements Report
Final Overall Comply with Final
. ) . . After heat ) )
13 Dimension dimensional =~ Measurement drawing Inspection
. treatment .
Inspection accuracy requirements Record
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4.2 MR / Base Material Inspection

4.2.1 #2525/ Inspection Content

KRR ZHESRRT, NI AT i d, .
Before large diameter flange cladding, the base material shall be comprehensively inspected,
including:
o MBUERIRZNT: BHINTEZZEBMM S Bt 2R — 28 MR S5 4
o JUTHIE: VEEAME. WAE. JEE. BB FLE RN e BIRESK
o CRIEVIRGSIAE: HIRXERE LRI, Kk, ™ B EEEREE
o BEIIMER: HERDOERI B, RS T 2R
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e  Material certificate verification: Confirm that the flange base material matches the design
requirements and material certificates are complete

e Dimension inspection: Flange outer diameter, inner diameter, thickness, bolt holes and other
dimensions comply with drawing requirements

e Surface condition inspection: The cladding area surface has no cracks, inclusions, severe rust or
other defects

e Groove preparation: Groove form and dimensions of the cladding area comply with process

requirements

4.2.2 £ 7%#r % / Acceptance Criteria

I S ER 2, MBHEY T4

S RiE AR A ZER

Wiz P AR a2 2R

JE R RrE AR A Z 2R
RIPRAE RO, il EFEM, FREE Ra<6.3um

e 48| WA PR E T 28R

Inspection Item Acceptance Criteria

) Consistent with design requirements, material
Material .
certificates complete

. Comply with drawing dimensions and tolerance
Outer Diameter .
requirements

. Comply with drawing dimensions and tolerance
Inner Diameter .
requirements

. Comply with drawing dimensions and tolerance
Thickness )
requirements

No cracks, inclusions, severe rust, roughness
Ra<6.3um

Surface Condition

Groove angle, root face dimensions comply with
Groove ]
process requirements
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4.3 M REE / Welding Material Inspection

4.3.1 #2534 2% / Inspection Content

o RIS HHINELAS S WPS ZR—E

o JRLHNIKE: REICHM. Mg, PR

o MRBEANE: BAIWMZELRVFEHEN

o [RIPAMEKIAE. AUALLE. WEMEGLEEXR

o JRZMTIIS: REREMZERIET

e Welding wire type verification: Confirm that the welding wire type matches WPS requirements
e Welding wire appearance inspection: Surface has no rust, oil contamination, mechanical damage
e Welding wire diameter measurement: Diameter deviation within allowable range

e Shielding gas inspection: Gas purity and flow rate comply with process requirements

e Welding wire baking record: Low-hydrogen type welding materials baked as required

4.3.2 21447 / Acceptance Criteria

SR RITRSY 5 WPS R —5
122 S TAF TG, B
e B A ff 2£<+0.02mm
RI ARG Ar>99.99%
P — e L 225K (TIG: 8-12L/min, MIG: 15-
25L/min)
PRI RIS 4% 350-400°CHEF 1-2 /N
Welding Wire Type Consistent with WPS requirements
Welding Wire Appearance No rust, oil contamination, mechanical damage
Welding Wire Diameter Deviation <+0.02mm
Shielding Gas Purity Ar>99.99%
Shielding Gas Flow Rate Comply with process requiremenfs (TIG: 8-12L/min,
MIG: 15-25L/min)
Welding Wire Baking Low-hydrogen type welding materials baked at 350-

400°C for 1-2 hours
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4.4 28);8 B4l / Interlayer Temperature Control

4.4.1 #HIZE K / Control Requirements

KPR R R T, 2 AR 1 2 PR HE SR 2 BT A R A Y o MRS HENR AL Ry
PR 2K, 2 ) B bR T
During the large diameter flange cladding process, interlayer temperature control is a key link to

ensure cladding layer quality. According to the cladding material characteristics and process

requirements, the interlayer temperature control standards are as follows:

SIS PR e iR B i

i PRIE 2%
AR 150-250°C LA X A
10mm b
HE AR 2 3R T B 5 410
B SRR 100-200°C LLSMAE X A
10mm 4b
P52 T B AL
Bt SR 150-300°C LEANTRAX A AL
10mm At
HEAR % 3R TH PR R 4 10 25
BRI R = 200-350°C AN IRAX
10mm 4t

Interlayer
Cladding Material Temperature .
Temperature Control Measurement Position
Type Measurement Method
Range
Stainless Steel Cladding 10mm from weld edge
150-250°C Infrared Thermometer )
Layer on cladding layer surface
Nickel-Based Alloy 10mm from weld edge
) 100-200°C Infrared Thermometer )
Cladding Layer on cladding layer surface
Cobalt-Based Alloy 10mm from weld edge
. 150-300°C Infrared Thermometer )
Cladding Layer on cladding layer surface
Tungsten Carbide 10mm from weld edge
. 200-350°C Infrared Thermometer .
Cladding Layer on cladding layer surface

4.4.2 #2#)#/F / Control Procedure
1. REEHEIERT, 20N IR A B AR X S8



@ NETHA (WE) ERAT

A o

10.
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AR R ERR, (5 IEHEIR, BRI RS VE N PR AR SR

2 AN AR T BRI, PO 2 PR sl v K i 1)

B R HEIR R AR NG R AE (2 AR B I fd & R)

SRR LSRN AL S BT WER R, WERE . H#EH

Before each layer cladding, measure the cladding area temperature using an infrared thermometer
When the interlayer temperature exceeds the upper limit, stop cladding, allow natural cooling to
the specified range before continuing cladding

When the interlayer temperature is below the lower limit, appropriate preheating or shortened
cooling time may be applied

The interlayer temperature of each cladding layer shall be recorded in the "Interlayer
Temperature Control Record"

The interlayer temperature record shall include: layer number, measurement time, measured

temperature, operator

4.4.3 2 7%#r £ / Acceptance Criteria

JZ [ EAE L 2R E Yo A

IR IC R e R

T UL D B it £ 24

Interlayer temperature within the process specified range
Temperature records complete and accurate

Over-temperature handling measures appropriate

4.5 2851 / Interlayer Cleaning

4.5.1 ;FEEE K / Cleaning Requirements

TERHEIR e, OO HEIR R R ATIR L, HARESRUR

After each layer cladding is completed, the cladding layer surface shall be cleaned, with specific

requirements as follows:

T BRHESR R R k. AL

R A AR R AR B, R DR S Ak 2

TEPTE: MR ANl (BCANSEEN L2 5 Brb i 1)

TR RIS, TR

Remove spatter and oxide scale from the cladding layer surface

Inspect cladding layer surface quality, handle defects promptly when found

Cleaning tools: Wire brush, angle grinder (equipped with stainless steel wire wheel or grinding
wheel)

The cleaned surface shall be clean and free of debris
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4.5.2 27547 # / Acceptance Criteria

o MERERIML Wk, FHALK

o RIHNHVE, LAY

o JHHERMMKEE Ra<12.5um

e No spatter or oxide scale on cladding layer surface

e Surface clean, free of debris

e Surface roughness after cleaning Ra<12.5um

4.6 HEIE E SN WAL / Cladding Layer Appearance Inspection

4.6.1 124242 / Inspection Content
T EMEIRTERG , NN HELR E AN TR S0, K06 P9 25 45 «

After each layer cladding is completed, the cladding layer appearance shall be inspected, with

inspection content including:

o HEREMARE: REERSUNY], dIEFE

o RIHGRMARA. RO AAl. B, RIEEE

o MERETE: FTELEEXR

o MEEE®E: FFELEEXR

o WUUKGA: WULEREA B MEME

e (ladding layer formation quality: Uniform weld ripples, smooth transition
e Surface defect inspection: Cracks, porosity, inclusions, lack of fusion, etc.
e (ladding layer width: Comply with process requirements

e (ladding layer height: Comply with process requirements

e Undercut inspection: Undercut depth not exceeding specified value

4.6.2 S1&47& / Acceptance Criteria

J5 4% B Y Bss,
gy ARV
AL BALER<L.5mm, [AIFE>3 f5L45
Je s FAEK EE<Smm, JRPE<0.5mm
gl RIE<0.5mm, ZELAKE<100mm
EN ey A RAAEAE

R 2 5 Fa T 22K, fmZE<+2mm

10—
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HEMR 2 T Fra TEEK, fWZE<+£0.5mm
Inspection Item Acceptance Criteria
Weld Formation Uniform ripples, smooth transition
Cracks Not allowed
. Single pore diameter <1.5mm, spacing >3 times pore
Porosity .
diameter
Inclusions Single length <5mm, depth <0.5mm
Undercut Depth <0.5mm, continuous length <100mm
Lack of Fusion Not allowed
. . Comply with process requirements, deviation
Cladding Layer Width
<+2mm
. . Comply with process requirements, deviation
Cladding Layer Height

<+0.5mm

4.7 122 R~ / Cladding Layer Dimension Inspection

4.7.1 123242 / Inspection Content

o HERZIERE: AT 2R REHE A e R A &

o HERZTERL: (AR RUNE

o MHRRmEL: MEAEERIE

o HHIRREESE: fFEEI4RER

e (ladding layer thickness: Measure using micrometer or ultrasonic thickness gauge
e (Cladding layer width: Measure using caliper

e (Cladding layer height: Measure using height gauge

e Total cladding layer thickness: Comply with drawing requirements

4.7.2 & 7545 # / Acceptance Criteria

R R PP T 2ER, fMZE<t0.2mm
HESR IR TESE Fra LTZER, fMZE<E2mm
HESR 2 R FrEBARESR, i ZE<+0.5mm

11—
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HESR RIS 1k JF R 2 <£10%

Inspection Item Acceptance Criteria

Comply with process requirements, deviation

Single Layer Cladding Thickness
<#+0.2mm

Comply with process requirements, deviation

Cladding Layer Width
<+2mm

Comply with drawing requirements, deviation

Total Cladding Layer Thickness
<+0.5mm

Cladding Layer Uniformity Thickness deviation <+10%

4.8 TR / Non-Destructive Testing
4.8.1 120 %% / Inspection Methods
MRYEHEIREA L R, B G W eI I 5 v

Select appropriate non-destructive testing methods according to cladding layer material and
thickness:

HEREME 7% L5

BB (PT) -+ R JA I

ANE IR Z 100%
(um
) BIEKI (PT) -+ 75 el
RS S HEIR)Z 100%
(UD
i BB (PT) A P
A SHIRZE 100%
(um
) BB (PT) +H A
AL HEIR 2 100%

(VD)

Cladding Layer Material Inspection Method Inspection Ratio

. . Penetrant Testing (PT) +
Stainless Steel Cladding Layer . . 100%
Ultrasonic Testing (UT)

Nickel-Based Alloy Cladding Penetrant Testing (PT) +
Layer Ultrasonic Testing (UT)

100%

12—
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Penetrant Testing (PT) +
. . 100%
Ultrasonic Testing (UT)

Cobalt-Based Alloy Cladding

Layer
Penetrant Testing (PT) + Visual
100%

Tungsten Carbide Cladding Layer .
Testing (VT)

4.8.2 & 7547 # / Acceptance Criteria

0 TRV
Rt RRVAFE
FI8iE ARV
<AL BALEAR<1.5mm, FHESLEHA<50mm?
et PR K FE<Smm, YRJ¥<0.5mm
gul RE<0.5mm
Cracks Not allowed
Lack of Fusion Not allowed
Not allowed

Incomplete Penetration
Single pore diameter <1.5mm, dense porosity area

Porosity

<50mm?
Inclusions Single length <Smm, depth <0.5mm
Undercut Depth <0.5mm

4.9 12 IE AL ER / Post-Weld Heat Treatment

4.9.1 # AL EEHHJ/ Heat Treatment Purpose
ST SR SE I ENIDE
The main purposes of post-weld heat treatment:

o THERIFEEARNT)
B HERR R A X (R L ZURTE

13—
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o IREHEIEERIWINERHTR M

o FAEHHIREER)

e Eliminate welding residual stress

e Improve the structure and properties of cladding layer and heat affected zone
e Improve the toughness and crack resistance of cladding layer

e Stabilize cladding layer dimensions

4.9.2 # P FET Z' / Heat Treatment Process

HEREME ARLERE IR AT ]

AN HESE 2 1050-1100°C 1-2 /INEF/25mm <200°C/h <150°C/h
PSSR )Z 980-1050°C 1-2 /INF/25mm <200°C/h <150°C/h
ik G SHEIRE 950-1000°C 1-2 /NFF/25mm <200°C/h <150°C/h

TRAL S HEAR 800-850°C 1-2 /INSF/25mm <200°C/h <150°C/h

Cladding Layer Heat Treatment X . X X
Holding Time Heating Rate Cooling Rate

Material Temperature

Stainless Steel
) 1050-1100°C 1-2 hours/25mm <200°C/h <150°C/h
Cladding Layer

Nickel-Based
Alloy Cladding 980-1050°C 1-2 hours/25mm <200°C/h <150°C/h
Layer

Cobalt-Based
Alloy Cladding 950-1000°C 1-2 hours/25mm <200°C/h <150°C/h
Layer

Tungsten Carbide
. 800-850°C 1-2 hours/25mm <200°C/h <150°C/h
Cladding Layer

4.9.3 4t BBEESF / Heat Treatment Procedure

11, Bl W HEIR S8 BOTE 22 2 NAAR B, B ORVE 22 5 B[R] > 100mm
12, FHR: FRE 1) T HRE 28 0 4 22 B A R B2

13, fRUG: 7EARACERIR B T AR IR AN E I [A]

14, P AZRUE I PR A 2 55 200°C AR Hi

15, g5k 0GR A SRR IR . i A 25

14
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16.

17.
18.
19.
20.
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Loading: Load the cladded flange into the heat treatment furnace, ensure the distance between
flange and furnace wall >100mm

Heating: Heat to the heat treatment temperature at the specified heating rate

Holding: Hold at the heat treatment temperature for the specified time

Cooling: Cool to below 200°C at the specified cooling rate before unloading

Recording: Record temperature and time data throughout the heat treatment process

4.9.4 & 7547 # / Acceptance Criteria

FAKE R AR T 2 Y FE

DRI (8] 7 & T 22K

THIR . FRRERAT & T 22K

PALFIR TSR HER

Heat treatment temperature within the process specified range
Holding time complies with process requirements

Heating and cooling rates comply with process requirements

Heat treatment records complete and accurate

4.10 FEEM / Hardness Test

4.10.1 £V EEK / Test Requirements

IAAEBTE R, OGS HEIR T B G DX AT R LA

After heat treatment is completed, hardness testing shall be performed on the cladding layer and

heat affected zone:

R AL E . HEIRRARM . IR R HIA ST AL . g [X

RT7 % % IR (HRC) sR4EIGAERE (HV)

Rl s A& 100mm2 A>T 14 5

Test positions: Cladding layer surface, junction of cladding layer and base material, heat affected
zone

Test method: Rockwell hardness (HRC) or Vickers hardness (HV)

Test points: Not less than 1 point per 100mm?

4.10.2 & %47 # / Acceptance Criteria

HEEMH WEER

ANHNHEIEZ HB<250
A EHEIRE HB<250
A EHEIRE HB<300

15—
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BRALASHE R 2 HB>400

Stainless Steel Cladding Layer HB<250
Nickel-Based Alloy Cladding Layer HB<250
Cobalt-Based Alloy Cladding Layer HB<300
Tungsten Carbide Cladding Layer HB>400

4.11 {2 % 5347 / Chemical Composition Analysis

4.11.1 ' HE 3K / Analysis Requirements
PACHLTERSE, N HESR AT 22 B 43 T

After heat treatment is completed, chemical composition analysis shall be performed on the

cladding layer:

o HTALE. HEEZEIRIM

o MU S

o JiitEK: FTEGEILREER

e Analysis position: Cladding layer surface
e Analysis method: Spectral analysis

e Analysis elements: Content of main alloy elements
4.11.2 & 7645 # / Acceptance Criteria
HENRJZAC 2 B AT A AT R HEEE R, AR T

The chemical composition of the cladding layer shall comply with the corresponding material

standard requirements, with specific standards as follows:

AN Z GB/T 20878 Cr>18%, Ni>8%
PSS HEE)Z GB/T 29512 Ni>58%, Cr>20%
ik G S HEIRE GB/T 29512 C0>55%, Cr>25%

B SE HE R = 3% NVINNE WC>70%, Co>20%

16 —
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Cladding Layer Material Applicable Standard Main Element Requirements

Stainless Steel Cladding Layer GB/T 20878 Cr>18%, Ni>8%
Nickel-Based Alloy Cladding .
GB/T 29512 Ni>58%, Cr>20%
Layer
Cobalt-Based Alloy Cladding
GB/T 29512 C0>55%, Cr>25%
Layer
Tungsten Carbide Cladding Layer Technical Agreement WC=70%, Co>20%

4.12 = REIRLE / Mechanical Property Test

4.12.1 i HZE K / Test Requirements
A HRSE IR, N HEARJZHEAT 1A M RE A
After heat treatment is completed, mechanical property tests shall be performed on the cladding
layer:
o Puffiikde: NEHARZOPIRRE . IEARGRE . SEfHAR
o HhIALG: ME SRR 05 Hh ke
o P IRE: EHEIE R M
e Tensile test: Determine the tensile strength, yield strength, elongation of cladding layer
e Bending test: Determine the bending properties of cladding layer

e Impact test: Determine the impact toughness of cladding layer

4.12.2 & 7645 # / Acceptance Criteria

REREHN GRBEEMPa) | EBRSRE(MPa) SR (%)

AFANHEIR )2 >450 >205
IS SHEIR R >550 >240 >30 >27
BB G HEAR R >600 >250 >25 >27
BRAC S HERR 2 >700 >300 >15 >20

Cladding Layer Tensile Strength Yield Strength
Material (MPa) (MPa)

Elongation (%) Impact Energy (J)

Stainless Steel
, >450 >205 >30 >27
Cladding Layer

17—
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Nickel-Based
Alloy Cladding >550 >240 >30 >27
Layer

Cobalt-Based

Alloy Cladding >600 >250 >25 >27
Layer
Tungsten Carbide
. >700 >300 >15 >20
Cladding Layer

4.13 B2 R~H#%: / Final Dimension Inspection

4.13.1 #2342 / Inspection Content
OB eSS, ROE S AT R AR R e, A e A L FE:

After heat treatment is completed, final dimension inspection shall be performed on the flange,

with inspection content including:

o EZAME. WiE

o HOLE

o WEMRSLEAS. BT

o HHIRREESE

o EETHNE

o LT HITHAMIRE L

e Flange outer diameter, inner diameter
e Flange thickness

e Bolt hole diameter, position tolerance
e Total cladding layer thickness

e Flange flatness

e Flange sealing surface roughness

4.13.2 & 75#5# / Acceptance Criteria

% FFEBARER, fWZE<+0.5mm
Wiz FFEEAER, fWZE<+0.5mm
JE R A BARER, fWZE<+0.5mm

gt fL e FFEBARER, fWZE<t0.2mm

18
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WAL Ao B e EIAREDR, i 22 <0.5mm

HefR 2 R e EAREDR, i 22 <+0.5mm
VI <0.5mm

o T RELAE FE Ra<3.2um

Inspection Item Acceptance Criteria

Comply with drawing requirements, deviation

<+0.5mm

Outer Diameter

Comply with drawing requirements, deviation

<+0.5mm

Inner Diameter

Comply with drawing requirements, deviation

<+0.5mm

Thickness

Comply with drawing requirements, deviation

<+0.2mm

Bolt Hole Diameter

Comply with drawing requirements, deviation

<+0.5mm

Bolt Hole Position Tolerance

. . Comply with drawing requirements, deviation
Total Cladding Layer Thickness

<#+0.5mm
Flatness <0.5mm
Sealing Surface Roughness Ra<3.2um

4.14 RSV LRSS / Finished Product Appearance Inspection

4.14.1 #5827 / Inspection Content

o HMHRERIMIE: TRAL L. FBEEHIRERIE

o MR R WSS, WJIETE

o RZERLAKHM: TohERE. RIS

o FRUUGE: PUAMARUIEM. TR

e (ladding layer surface quality: No excessive defects such as cracks, porosity, inclusions
e (ladding layer formation quality: Uniform ripples, smooth transition

e Flange overall appearance: No mechanical damage such as dents, scratches

e Marking inspection: Product marking clear and complete
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4.14.2 & 7645 # / Acceptance Criteria

HENR 2 2R T TC R AR R

HEAR 2 T R 4T

IR BRSO R UF

FRRRAR RIS, e

No excessive defects on cladding layer surface
Good cladding layer formation

Good flange overall appearance

Product marking clear and complete

5. W B / Supervision and Assessment

(9]

AR IEXEE / Inspection Record Management

AR IAC RN LS e, e

RIS CFNAL I E R AT, DRAFIIBR AN D7 i 75 i o 41

A TRe N ARIR =R B G i =R =R

All inspection records shall be true, accurate and complete

Inspection records shall be preserved as required, with preservation period not less than the
product life cycle

Inspection records shall be traceable for quality traceability

5.2 A& RAE / Nonconforming Product Handling

R AR PRI AN S A, BAR (NS Iz HIRE P ) Ab3E

AERE IR T IRAE N2 HARERT 1A

R IR 7 N BTG LG

Nonconforming products found during inspection shall be handled according to the
"Nonconforming Product Control Procedure"

Rework and repair of nonconforming products shall be confirmed by the technology department

Products after rework and repair shall be re-inspected

5.3 146 A R ZE3R / Inspector Requirements

(L SPNAYNA 2o Ui I[P S ST o

e N 573 8 AL IR HHE AN TV

Ko N LA IE L AT R 36 T A

Inspectors shall receive professional training and work with certificates

Inspectors shall be familiar with inspection standards and methods
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Inspectors shall perform inspection work impartially and objectively

. Mt / Supplementary Provisions

.1 B8R 344 / Related Documents

CLADDING-WP-001 (K FI21E 22 SRR T 2R )
CLADDING-QP-002 (AN&#& fbd HFE )
CLADDING-QP-003 (46 ic & BEREF )
CLADDING-QP-004 (¥ #% & FAZF)

CLADDING-WP-001 "Large Diameter Flange Cladding Welding Procedure Specification"

CLADDING-QP-002 "Nonconforming Product Control Procedure"
CLADDING-QP-003 "Inspection Record Management Procedure"
CLADDING-QP-004 "Equipment Management Procedure"

6.2 ¥83X 12 3% / Related Records

CLADDING-FM-018-01 (JEHf 4610 53
CLADDING-FM-018-02 (#5610 5 3%)
CLADDING-FM-018-03 (JZ A1l B il 1 %)
CLADDING-FM-018-04 (J2[f)iE#ic 33K )
CLADDING-FM-018-05 (4 W A& 4610 5 2% )
CLADDING-FM-018-06 (s} i ic 542
CLADDING-FM-018-07 {#Ab3ic 55K )
CLADDING-FM-018-08 (Al £ Al 4% 75 )
CLADDING-FM-018-09 {{L.2% sy 43 Hrfhe it )
CLADDING-FM-018-10 {32~ PEREIR TG 2 )
CLADDING-FM-018-11 (K5 %%)
CLADDING-FM-018-12 (it i i 75 )
CLADDING-FM-018-01 "Base Material Inspection Record"
CLADDING-FM-018-02 "Welding Material Inspection Record"
CLADDING-FM-018-03 "Interlayer Temperature Control Record"
CLADDING-FM-018-04 "Interlayer Cleaning Record"
CLADDING-FM-018-05 "Appearance Inspection Record"
CLADDING-FM-018-06 "Dimension Inspection Record"
CLADDING-FM-018-07 "Heat Treatment Record"
CLADDING-FM-018-08 "Hardness Test Report"
CLADDING-FM-018-09 "Chemical Composition Analysis Report"
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e CLADDING-FM-018-10 "Mechanical Property Test Report"
e CLADDING-FM-018-11 "Final Inspection Record"
e CLADDING-FM-018-12 "Finished Product Inspection Report"

6.3 f&1772% / Revision History

2024-01-15 2 i e
2024-01-15 First release Process Dept. Quality Dept.

MARRES:

Document Status: Controlled Document
SRTE: T2 A58 BEWN. HEARMW. #E&H

Distribution: Process Dept., Production Dept., Quality Dept., Technology Dept.,
Equipment Dept.
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